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INTEGRATION OF PLASTIC FILM REINFORCEMENT REINFORCEMENT FIBER (SIMILAR TO OR 
F'BER MATER'AL MATERIAL TO UPPER IDENTICAL TO THE 
SHEET'L'KE 0R SURFACE OF INJECTION 
LOOSE FIBERs PLASTIC FILM MOLDED PLASTIC 

PLACE vACLIuM FORMED FIBER AND 
PLASTIC MATERIAL IN INJECTION MOLDING $552 

TOOL (WITH FIBER REINFORCEMENT 
SIDE FACING LIPWARDs) 

II 

CLOSE INJECTION MOLDING TOOL 
TO PROvIDE MOLD SPACE $554 

I 

INJECT THERMOPLASTIC RESIN 
AT MELT FLOW TEMPERATURE AND $556 

sLIFFICIENT PRESSURE TO FILL OuT TOOL 

I 

THERMOPLASTIC RESIN FORM TO 
PLASTIC FILM OF REINFORCED $558 
COMPONENT, CARBON FIBERS 

INTEGRATE WITH PLAsTIC PANEL 

II 

COOL INJECTION 
MOLDING TOOL $560 

II 

REMOVE REINFORCED PLAsTIC 
PANEL FROM MOLD $562 
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TWO-PIECE VEHICLE HARDTOP HAVING 
AN INTEGRAL STRUCTURAL HEADLINER 

FIELD OF THE INVENTION 

The present invention relates generally to a molded plastic 
panel, more particularly the present invention relates to a 
reinforced plastic panel. More speci?cally, but Without 
restriction to, the particular embodiment and/or use Which is 
shoWn and described for purposes of illustration the present 
invention relates to an injection molded plastic panel having 
a structurally reinforced area used as a horiZontal body 
panel. 

BACKGROUND OF THE INVENTION 

The major trend in the automotive industry is to produce 
vehicles that are lighter than previous vehicles. This is 
typically performed in order to achieve the full economy 
bene?t inherent in a lighter vehicle. Another major trend in 
the automotive industry is to produce vehicles that are less 
expensive to manufacture than its predecessors. The auto 
industry is then in a seemingly never-ending struggle to 
produce vehicles that are lighter in Weight and less expen 
sive than previous vehicles. 

In order to produce vehicles Which are lighter and less 
expensive there has been a strong movement in the auto 
motive industry to develop vehicle body panels Which have 
been molded from plastic. One particular means of produc 
ing plastic panels is by injection molding. Unfortunately, it 
is very difficult to provide injection molded plastic in a 
vehicle panel siZe suf?cient for automotive application. In 
order to obtain large plastic molded panels it is necessary to 
develop molds Which are large enough to produce such a 
panel. Once a mold has been developed it is necessary to 
produce a large plastic panel Which not only has structural 
rigidity but provides an aesthetically pleasing appearance for 
vehicle body panels. It is typically required that a plastic 
molded panel needs to be painted in order to obtain an 
aesthetically pleasing surface. This process adds costs and is 
therefore undesirable. As a result, it is desirable to produce 
large plastic panels that are textured or have a shoW surface 
on both the interior and exterior surfaces that does not 
require paint, in order to be aesthetically pleasing. 
More important than the aesthetically pleasing surface of 

the large plastic panel, is the structural rigidity that the panel 
maintains. This is especially important in the production of 
horiZontal plastic panels. One major problem With the pro 
duction of horiZontal plastic panels by injection molding is 
the tendency of the relatively ?at plastic panel surface to sag 
throughout the plastic panel. In order to overcome this 
problem, it is necessary to develop a reinforced plastic panel 
Which may provide all the tensile load bearing capacity 
needed to support a horiZontal surface. 

The development of such technology Will alloW injection 
molded plastic panels to be developed for horiZontal 
surfaces, thereby providing a cost efficient and more effec 
tive plastic panel Which may be used in various automobile 
applications. Furthermore, the development of a reinforced 
plastic panel alloWs for increased ?exibility in the applica 
tion and use of injection molded panels. 

SUMMARY OF THE INVENTION 

Accordingly, it is the principle objective of the present 
invention to provide a vehicle panel system Which is struc 
turally reinforced. It is another objective of the present 
invention to provide an injection molded plastic panel which 
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2 
incorporates structural rigidity. Furthermore, it is still 
another objective of the present invention to provide a 
reinforced injection molded plastic panel Which has an 
aesthetically pleasing interior and exterior panel surface, 
While maintaining the structural rigidity of the plastic panel. 

The present invention provides a structurally reinforced 
plastic panel formed by injection molding. The structural 
integrity of the plastic panel is provided by a structural 
reinforcement material, such as carbon ?bers, Which have 
been incorporated into the plastic panel. More speci?cally, 
the carbon ?bers are formed to a plastic ?lm, resulting in a 
reinforced component. The reinforced component is placed 
in the injection molding tool prior to injection of the plastic, 
typically a thermoplastic material. Throughout the injection 
molding process, the structural reinforcement material is 
integrated into the plastic molded panel, thereby resulting in 
a reinforced plastic panel. 
Although the development of the reinforced plastic panel 

is primarily to provide a horiZontal plastic surface Which 
may be used as a roof assembly, this concept may also be 
applied and developed for alternative horiZontal 
applications, such as hoods, deck lids and additional parts 
that may require reinforcement. 

Further areas of applicability of the present invention Will 
become apparent from the detailed description provided 
hereinafter. It should be understood hoWever that the 
detailed description and speci?c examples While indicating 
preferred embodiments of the invention are intended for 
purposes of illustration only. Thus various changes and 
modi?cations Within the spirit and scope of the invention 
Will become apparent to those skilled in the art from this 
detailed description. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a perspective vieW of a vehicle roof assembly; 

FIG. 2 is an exploded elevational vieW of a tWo piece 
vehicle roof assembly; 

FIG. 3 is a perspective vieW of the reinforced component 
used to develop reinforced plastic panels; 

FIG. 4 is a cross-sectional vieW of the injection molding 
tool used to produce the structurally reinforced plastic panel; 

FIG. 5 is a process How chart of the injection molding 
process to produce a reinforced plastic panel. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

Reference is ?rst made to FIG. 1 Which illustrates a 
particular embodiment of the present invention. More 
speci?cally, FIG. 1 depicts a horiZontal vehicle body panel 
assembly 10 comprising a ?rst plastic vehicle body panel 11 
having a structurally reinforced area 12 and a second plastic 
vehicle body panel 15. The vehicle body panel assembly 10 
is designed to be utiliZed as a roof panel of a motor vehicle, 
such as a hardtop cover. 

The vehicle body panel assembly 10 includes an interior 
surface 14 and an exterior surface 16, as Well as a front 
portion 18 and a rear portion 20. The exterior surface 16 of 
the panel assembly 10 is exposed to the outside environment 
of the motor vehicle, in contrast to the interior surface 14 
Which is facing the internal compartment 22 of the motor 
vehicle. Additionally, the front and rear portions 18 and 20 
of the panel assembly 10 are designed to re?ect the front and 
rear portions of the motor vehicle, respectively. 
The structurally reinforced area 12 of the vehicle body 

panel 11 is designated by the cross-hatching Within the 
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middle section of the vehicle body panel 11. The structurally 
reinforced area 12 is provided by a reinforcing component 
13. During production, the reinforcing component 13 is 
integrated into the injection molded plastic vehicle body 
panel 11. The reinforcing component 13 is not visible from 
the interior or exterior surfaces 14, 16 of the vehicle body 
panel assembly 10. The cross-hatching indicates the general 
vicinity of the structurally reinforced area 12 Where the 
reinforcing component 13 has been incorporated into the 
panel. 

The vehicle body panels 11 and 15 of the vehicle body 
panel assembly 10 are separately formed members as seen in 
the exploded vieW of FIG. 2, the vehicle body panels 11 and 
15 each having an interior surface 14a, 14b and an exterior 
surface 16a, 16b, as Well as a front 18a, 18b and rear portion 
20a, 20b. The vehicle body panel 11 is located adjacent to 
the vehicle body panel 15, Whereby upon placing the vehicle 
body panel 11 on the vehicle body panel 15, the interior 
surface 14a of the vehicle body panel 11 rests upon the 
exterior surface 16b of the vehicle body panel 15. The tWo 
vehicle body panels 11 and 15 are connected together to 
form the vehicle body panel assembly 10 as is re?ected in 
FIG. 1. As previously mentioned, the structurally reinforced 
area 12 is indicated by cross-hatching and is provided by the 
reinforcing component 13 Which is located on the vehicle 
body panel 11 of the horiZontal vehicle panel assembly 10. 
This particular con?guration provides structural integrity to 
the vehicle body panel 11 of the assembled vehicle body 
panel assembly 10 and prevents the vehicle body panel 11 of 
the assembled vehicle body panel assembly 10 from sagging 
through the tWo openings 28a, 28b located in the vehicle 
body panel 15 of the vehicle body panel assembly 10. 

FIG. 3 is an illustrative draWing of the reinforcing com 
ponent 13 used in producing the injection molded vehicle 
body panel 11. The reinforcing component 13 is comprised 
of a structural ?ber material 30 and an opaque ?lm 32. The 
structural ?ber material 30 may consist of a multiplicity of 
?bers such as carbon ?bers, glass ?bers, metal Wire ?bers, 
or a screen-like material. Furthermore, the structural ?ber 
material 30 may be in the form of a sheet-like arrangement 
or a loose ?ber con?guration. 

Initially, the structural ?ber material 30, carbon ?ber in 
this particular embodiment, is placed on the inside surface of 
an opaque thermoplastic ?lm. This thermoplastic ?lm mate 
rial is comprised of a material similar or identical to that 
used in the injection molding process. As can be seen in FIG. 
3, the structural ?ber material 3 is incorporated into the 
opaque ?lm 32, resulting in the ?ber 30 integrated on one 
side of the opaque ?lm 32 and leaving a smooth surface on 
the other side of the ?lm. Avariety of techniques, knoWn in 
the art, may be used to integrate the structural reinforcement 
material With the thermoplastic ?lm. One technique for 
incorporating the structural ?ber material is to vacuum form 
one carbon ?ber and the opaque ?lm together although 
additional techniques knoWn in the art may be used. The 
reinforcing component 13 is typically manufactured previ 
ous to the injection molding process. The component may be 
obtained either in a prefabricated form or may be manufac 
tured at the production facility of the injection molded 
plastic panels. 

The process and tool used to produce the structurally 
reinforced injection molded plastic panel Will noW be dis 
closed. Referring to FIG. 4, a cross-sectional vieW of the 
injection molding tool is provided, indicating the space 
provided for the injection molded plastic and reinforced 
area. To further understand the injection molding process, 
FIG. 5 provides a How chart Which folloWs the injection 
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4 
molding process from the initial formation of the structurally 
reinforced material to the ?nal production of a structurally 
reinforced injection molded plastic panel. 
The basis of the injection molding process is the design 

and operation of the injection molding tool. The injection 
molding tool 40 is comprised of a top portion 42 and a 
bottom portion 44. The top portion 42 of the injection 
molding tool 40 provides the exterior surface 16a of the 
vehicle body panel 11 of the horiZontal vehicle body panel 
assembly 10. In contrast, the bottom portion 44 of the 
injection molding tool 40 provides the interior surface 14a 
of the vehicle body panel 11 of the horiZontal vehicle body 
panel assembly 10. This particular surface designation is due 
to the development of the tool 40 and may be reversed or 
altered based on the desired performance and/or appearance 
of the molded plastics. The injection molding tool 40 is 
further designed to have a textured or grain surface on the 
mold. Therefore, the resulting plastic part produced from 
that mold Will have a complimentary textured or grained 
shoW surface. By graining the mold surface the resultant 
surface of the injection molded panel Will have a suitable 
appearance. 

In addition to a top 42 and bottom portion 44 of the 
injection molding tool 40, multiple external surface gates 46 
(only one is shoWn), are located Within the top portion 42 of 
the injection molded tool 40. The external surface gate 46 
provides a means of injecting the thermoplastic material into 
a mold space 48 located betWeen the top and bottom portions 
42, 44 of the injection molded tool 40. The basic principle 
behind injection molding is that a thermoplastic material is 
heated and then forced under pressure into the mold space of 
the injection molding tool. Once the plastic material is 
forced under pressure into the mold space of the mold, the 
plastic part ultimately takes the form of the mold space. 
Most injection molding tools are made of steel or aluminum 
in order to provide the necessary heat transfer characteris 
tics. The injection molding process and tool are Well knoWn 
in the art and are used throughout industry to produce many 
different products. 

Although variations in the injection molding process are 
possible, the general process steps remain the same as seen 
in FIG. 5. In order to obtain a reinforced injection molded 
plastic panel it is ?rst necessary to prepare the reinforced 
component (S-50), Which is accompanied by vacuum form 
ing a plastic ?lm With the structural ?ber reinforcement 
material. This may be done at the production site or may be 
obtained already prefabricated. The vacuum formed plastic 
?lm Which has the carbon ?bers randomly placed on the 
back surface is made of a thermoplastic material. Most 
preferably this thermal plastic material is polypropylene 
although alternative thermoplastic resins may be used. Fol 
loWing the production of the plastic ?lm having the ?ber 
structure reinforcement, the ?lm is placed Within the mold 
space 48, the injection molding tool 40 (5-52). The plastic 
?lm is situated Within the injection tool in such a manner that 
the plastic ?lm is placed against the bottom portion of the 
injection molding tool, thereby exposing the ?bers to the 
injection molding thermoplastic. 

In order to produce a reinforced injection molded plastic 
panel it is necessary to integrate the plastic ?lm having the 
reinforced ?ber material into or With the injection molded 
plastic. FolloWing the placement of the plastic ?lm having 
the carbon ?bers into the injection molding tool (5-52), the 
injection molding tool is closed thereby providing an injec 
tion mold space (5-54). The mold space 48 alloWs for the 
thermoplastic material to be injected into the tool and 
formed Within the injection mold space 48, thereby re?ect 
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ing the surfaces of the injection molding tool. The thermo 
plastic resin is injected through the external surface gates 46 
at a melt ?oW temperature and at a pressure suf?cient to ?ll 
out the injection molding tool (5-56). Due to the combina 
tion of the temperature and pressure, the injection molded 
plastic forms to the plastic ?lm of the reinforced component, 
alloWing the carbon ?bers to be integrated into the injection 
molding plastic panel (5-58). The structural reinforcement 
material is not visible on the exterior or interior surface of 
the plastic panel but is integrated into the plastic panel to 
improve structural integrity. FolloWing the cooling of the 
injection molding tool (5-60), the structurally reinforced 
panel may be removed from the tool (5-62). 

This particular embodiment and preparation of a thermo 
plastic reinforced horiZontal panel may be used throughout 
the automotive industry in a variety of applications. Rein 
forced thermoplastic horiZontal body surfaces Will provide 
the industry With the ability to produce multiple con?gura 
tions of horiZontal panels While minimiZing the cost of 
producing such panels. 

The invention being thus described it Will be obvious that 
the same may be varied in many Ways. 5uch variations are 
not to be regarded as a departure from the spirit and scope 
of the invention and all such modi?cations as Would be 
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6 
obvious to one skilled in the art are intended to be included 
Within the scope of the folloWing claims. 

What is claimed is: 
1. A structurally reinforced vehicle body panel assembly 

comprising: 
a ?rst plastic vehicle body panel, 
a separately formed second plastic vehicle body panel 

connected to said ?rst plastic vehicle body panel, and 
0 . . . . . 

a reinforcing component molded in said ?rst plastic 
vehicle body panel, 

said reinforcing component comprising a structural ?ber 
material and a plastic ?lm, and 

5 said structural ?ber material being in sheet form and 
including a multiplicity of ?bers. 

2. A vehicle body panel assembly according to claim 1, 
Wherein said ?bers include carbon ?bers. 

3. A vehicle body panel assembly according to claim 1, 
0 wherein said ?bers include glass ?bers. 

4. A vehicle body panel assembly according to claim 1, 
Wherein said ?bers include metal Wire ?bers. 


